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1
ELASTIC SILICONE RUBBER BELT

BACKGROUND OF THE INVENTION

1. Field of the Invention

The instant invention relates generally to the production of
textiles. More specifically, the instant invention relates to a
textile machine belt that is used in the textile finishing pro-
cess.

2. Background of the Invention

Depending on the circumstances, circular knit fabrics may
be required to undergo successive processing operations dur-
ing the preparation, dyeing, finishing and making-up thereof
both in tubular form, as they descend from the circular knit-
ting machine, and in open form, obtained by cutting the
tubular fabric along one of its side edges. Generally, before
undergoing wet treatments such as, for example dyeing,
depending on the type or types of fiber which form the fabric,
the fabric is subjected to a heat setting operation. In particular,
heat setting is performed on fabrics composed of or partly
containing synthetic fibers, such as thermoplastic fibers. The
aim of'heat setting is to fix the dimensions and the flat state of
the surfaces of the fabric thereby providing the fabric with
stability. Heat setting a fabric also eliminates permanent
creases or distortions that occur during the course of process-
ing in bleaching and dyeing machines.

With the currently available heat setting machines, it is not
possible to differentiate between the processing of fabrics
with an orthogonal pattern, i.e. of the weft/warp type, and the
processing of knitted fabrics in general. This results in an
increase in the duration of the processing cycle due to cutting
and opening of the tubular fabric for heat setting and, some-
times, re-stitching of the fabric in a tubular form for the
bleaching/dyeing operation, followed by reopening for the
finishing and making-up operation. Moreover, these
machines are unable to perform the heat setting of circular
knitted fabrics, which must be completely processed in tubu-
lar form either for technical reasons, cost-related reasons or
because of market requirements.

Processing of fabrics in tubular form without heat setting
results in considerable risks from the point of view of quality
and is only performed in exceptional cases. In the past, vari-
ous attempts have been made to develop specific machines for
heat setting fabrics in tubular form. However, the results
obtained have been somewhat unsatisfactory. The known
machines are characterized essentially by the method of con-
veying and guiding the tubular fabric and by the system for
transferring heat to the fabric.

In some machines, the tubular fabric is guided by means of
a flat expansion device and is fed in a flattened form between
the surface of a heated steel cylinder and an endless felt belt.
The main drawbacks of these machines include the squashing
of'the side edges of the tubular fabric and a non-uniform heat
exchange on its two surfaces. In other machines, the tubular
fabric is guided by means of a flat expansion device which
accompanies it in a flattened form through a horizontal or
vertical chamber until it emerges therefrom. Inside the cham-
ber, the two surfaces of the tubular fabric are acted on by flows
of’hot air. The heat exchange on the two surfaces of the fabric,
however, is inadequate.

In a new textile manufacturing process, an elastic belt
having a definite length is used. During the manufacturing
process, in a section of the machine used to heat set the textile
or cloth being produced, the definite length elastic belt elon-
gates from 50 to 70% of its original length. Currently, rubber
and nitrile rubber belts reinforced with yarns or fibers having
a standard elasticity are used in the new manufacturing pro-
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cess. In addition, belts made only with rubber have also been
used. These types of belts, however, have exhibited a short
service life when used in the new textile manufacturing pro-
cess. The service life of these prior belts are shortened even
more when subjected to the elevated temperatures in the heat
setting sections of the textile manufacturing machine. There-
fore, the temperatures that can be used in the manufacturing
process are limited. Furthermore, the prior rubber belts expe-
rience excessive shortening in width in the cross-machine
(CD) direction when elongated in the machine (MD) direc-
tion, which creates problems in the manufacturing process.

Attempts have been made to solve the problems associated
with prior belts by utilizing belts coated with an elastic mate-
rial. These attempts, however, have been unsuccessful since
delamination of the coating from the belt occurs.

Accordingly, a need exists for a rubber belt that does not
substantially shrink in width in the CD direction while it
elongates from 50 to 70% of its original length in the MD
direction. Furthermore, a reinforced rubber belt is needed that
has a low risk of delamination between the rubber portion and
the reinforcing portion of the belt while elongating in the MD
direction. The instant invention is directed to overcoming
these shortcomings associated with prior art belts.

SUMMARY OF THE INVENTION

It is therefore a principal object of the invention to provide
a rubber belt that is capable of being used in a new textile
manufacturing process.

Itis a further object of the invention to provide a rubber belt
that is capable of being used at elevated temperatures such as
those experienced in a heat setting section of a textile manu-
facturing machine.

Yet another object of the invention is to provide a rubber
belt that is capable of elongating from 50 to 70% of its
original length.

A further object of the invention is to provide a rubber belt
that does not substantially shrink in the CD direction while it
elongates in the MD direction.

A still further object of the invention is to provide a rubber
belt that resists delamination when elongating.

Yet another objective of the invention is to provide a rubber
belt that is capable of being used to produce a variety of
textiles.

A still further objective of the instant invention is to provide
a rubber belt that is more durable, resulting in an increased
service life.

These and other objects and advantages are provided by the
instant invention. In this regard, the instant invention is
directed to a machine belt that is used to manufacture textiles.
The instant belt is a rubber belt comprising at least one layer
of'tightly packed elastic yarns or fibers and a layer of silicone
rubber. The elastic yarns or fibers are tightly packed in order
to allow the belt to elongate in length in the MD direction
while the belt’s width in the CD direction remains substan-
tially unchanged.

In addition, the instant invention is directed to a method of
manufacturing a rubber belt. The method comprises wrap-
ping one or more elastic yarns or fibers onto a mandrel or
around two substantially parallel rolls, wherein the one or
more elastic yarns or fibers form one or more layers on the
mandrel or the substantially parallel rolls. Once the elastic
yarns or fibers are wrapped onto the mandrel or around the
substantially parallel rolls, a liquid high viscosity silicone
rubber is added on top of the one or more yarns layers. After
the silicone rubber is added, the mandrel or the two substan-
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tially parallel rolls and the added silicone rubber, are heated in
order to polymerize the silicone rubber.

The various features of novelty which characterize the
invention are pointed out in particularity in the claims
annexed to and forming a part of this disclosure. For a better
understanding of the invention, its operating advantages and
specific objects attained by its uses, reference is made to the
accompanying descriptive matter in which preferred embodi-
ments of the invention are illustrated in the accompanying
drawings in which corresponding components are identified
by the same reference numerals.

BRIEF DESCRIPTION OF THE DRAWINGS

The following detailed description, given by way of
example and not intended to limit the present invention solely
thereto, will best be appreciated in conjunction with the
accompanying drawings, wherein like reference numerals
denote like elements and parts, in which:

FIG. 1 is a perspective view of a belt of the instant inven-
tion;

FIG. 2 is a cross-sectional view of a belt taken as indicated
by line A-A in FIG. 1, according to one embodiment of the
instant invention;

FIG. 3 is a cross-sectional view of a belt taken as indicated
by line A-A in FIG. 1, according to another embodiment of
the instant invention; and

FIG. 4 is a cross-sectional view of a belt taken as indicated
by line A-A in FIG. 1, according to a further embodiment of
the instant invention.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

The instant invention will now be described more fully
hereinafter with reference to the accompanying drawings, in
which preferred embodiments of the invention are shown.
This invention may, however, be embodied in many different
forms and should not be construed as limited to the illustrated
embodiments set forth herein. Rather, these illustrated
embodiments are provided so that this disclosure will be
thorough and complete, and will fully convey the scope of the
invention to those skilled in the art. In the following descrip-
tion, like reference characters designate like or corresponding
parts throughout the figures.

The instant invention relates to a silicone rubber belt that is
reinforced with a structure comprised of elastic yarns or
fibers. As used herein, an elastic yarn or fiber is a yarn or fiber
with an elongation at its breaking point of between 40 and
400% of its original length.

Currently, there exist rubber belts made with natural or
synthetic rubbers, which are reinforced with yarns or fibers
having a standard elasticity. Belts made only with natural,
synthetic and silicone rubber also exist. The natural and syn-
thetic rubber belts, however, have good elasticity but they also
have low chemical and thermal resistances. On the contrary,
belts made only of silicone rubber have very good thermal and
chemical resistances but poor mechanical properties. Since a
belt having good thermal and chemical resistances along with
good mechanical properties is desired, a reinforced silicone
rubber belt is needed and provided by the instant invention.

In an attempt to construct the desired reinforced rubber
belt, a coating system was used. That is, an endless base fabric
was constructed and coated with silicone rubber. In order to
have good mechanical properties, the belt was constructed to
have a double or triple layer base. This type of belt, however,
created a structure having a high risk of delamination between
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4

the woven base and the silicone rubber coating, especially
when the belt was stretched to a high elongation.

The instant invention solves the problems associated with
prior coated belts by providing a rubber belt that is more
elastic and more durable than prior belts. In a preferred
embodiment, the instant invention is constructed by wrapping
elastic yarns or fibers constructed from materials, such as but
not limited to, natural rubber, LYCRA® and ELASTAN®,
onto a cylinder or mandrel. The circumference of the mandrel
should be close to the overall length of the elastic belt being
constructed. At least one layer of elastic yarns or fibers are
wrapped onto the mandrel. The number of layers of elastic
yarns depend on the desired resistance of the belt to elonga-
tion. A single layer or a plurality of elastic yarn or fiber layers
can be achieved by wrapping a single elastic yarn or fiber onto
the mandrel in a continuous manner such that a single layer or
aplurality of layers are formed with the elastic yarns or fibers
in each layer tightly packed adjacent to one another. In addi-
tion, a plurality of elastic yarns or fibers can be wrapped onto
the mandrel to form the one or more layers of tightly packed
elastic yarns or fibers.

Once the elastic yarns or fibers are wrapped onto or applied
to the mandrel, a high viscosity silicone rubber is added on
top of'the elastic yarn or fiber layers. Silicone rubber is added
in order to attain the belt’s required thickness and to provide
a textile contacting surface. The textile contacting surface
may be designed to impart a smooth or a textured finish to the
textile being formed thereon.

The elastic yarns or fibers are specially treated with a tie
coat or adhesion promoter in order to assure an excellent
adhesion between the elastic yarns or fibers and the silicone
rubber coating, thereby reducing the risk of belt delamination
upon elongation. Adhesion between the yarns and the silicone
rubber coating can also be increased by using twisted, mul-
tifilament yarns.

When the addition of the silicone rubber is completed, the
mandrel is heated in order to polymerize the silicone rubber.
A rubber belt constructed in this manner does not substan-
tially shrink in width in the CD direction while it elongates in
the MD direction and is capable of elongating from 50 to 70%
of'its original length in the MD direction. The completed belt
may be used in textile finishing applications to finish, for
example, textiles constructed of cotton, wool, synthetic fibers
as well as blends of different fibers.

An alternative method for constructing the instant belt is
similar to the preferred method in all aspects except that
instead of constructing the belt on a mandrel, the instant belt
is constructed using two substantially parallel rolls that are
spaced apart from one another. The distance between the two
substantially parallel rolls corresponds to the overall length of
the completed belt. With this method, the elastic yarns or
fibers are wrapped around the two substantially parallel rolls.
Once the elastic yarns are wrapped onto the rolls, construc-
tion of the belt proceeds as detailed above for the mandrel.

A perspective view of an elastic silicone rubber belt of the
instant invention is provided in FIG. 1. The belt 2 has an inner
or bottom surface 4 and an outer or upper surface 6. The outer
surface 6 is the textile contacting surface. The inner surface 4
of'the belt 2 is in contact with the steel cylinders of the textile
manufacturing machine.

Depicted in FIG. 2 is a cross section through the thickness
ofabelt 2 constructed in accordance with one embodiment of
the instant invention, as indicated by line A-A in FIG. 1. The
CD direction of the belt is indicated by arrow 8. Adjacent to
the bottom surface 4 of the belt 2 are one or more layers of
elastic yarns or fibers 10. As can be seen in FIG. 2, the elastic
yarns or fibers 10 are packed very tightly. This tight packing
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of the elastic yarns or fibers ensures that the belt 2 will not
substantially shrink in width in the CD direction when it
elongates in the MD direction while in use on a textile manu-
facturing machine. On top of the elastic yarns or fibers 10,
adjacent to the outer surface 6 ofthe belt 2, is a silicone rubber
layer 12.

FIGS. 3 and 4 depict cross-sections through the thickness
of a belt 2, as indicated by line A-A in FIG. 1 constructed
according to additional embodiments of the instant invention.
As shown in FIG. 3, one or more layers of elastic yarns or
fibers 10 are sandwiched between silicone rubber layers 12.
FIG. 4 depicts a belt having a plurality of elastic yarn or fiber
layers 10 that alternate with a plurality of silicone rubber
layers 12. In this configuration, an elastic fiber or yarn layer
10 is adjacent to the bottom surface 4 of the belt 2 and a
silicone rubber layer 12 is adjacent to the outer surface 6 of the
belt 2. As will be apparent to a skilled artisan, a rubber belt
constructed in accordance with the instant invention, may
have numerous configurations for the elastic yarn or fiber
layers 10 and the silicone rubber layers 12.

Although a preferred embodiment of the present invention
and modifications thereof have been described in detail
herein, it is to be understood that this invention is not limited
to this precise embodiment and modifications, and that other
modifications and variations may be effected by one skilled in
the art without departing from the spirit and scope of the
invention as defined by the appended claims. The use of the
instant belt in accordance with the invention is not limited to
machines for rendering textiles shrinkproof, in other words,
the instant belt can be used anywhere where the requirements
mentioned above are placed on the quality and serviceable
life of the belt.

What is claimed is:

1. A rubber belt comprising:

a single layer formed substantially by a plurality of tightly
packed elastic yarns or fibers provided by wrapping a
single elastic yarn or fiber around a mandrel or two
parallel rolls, the fiber extending in a machine direction
(MD),

wherein said elastic yarns or fibers have an elongation at
breaking point between 40 and 400% of their original
length, and further

wherein each of the plurality of tightly packed elastic yarns
or fibers are in contact with at least one adjacent elastic
yarn or fiber associated with the plurality of tightly
packed elastic yarns or fibers within the formed layer;
and

at least one layer of silicone rubber,

wherein a width of said elongated rubber belt remains
substantially unchanged in a cross machine direction
(CD) when said belt is elongated in said machine direc-
tion from 50 to 70% of the belt’s original length, and

wherein a first side of one of the at least one layer of
silicone rubber is in contact with a textile being formed
thereon, and a second side of one of the at least one layer
of silicone rubber, which is a side opposite to the first
side of one of the at least one layer of silicone rubber, is
in contact with the plurality of tightly packed elastic
yarns or fibers extending in the machine direction (MD).

2. The rubber belt as claimed in claim 1, wherein said at

least one layer of tightly packed elastic yarns or fibers is
constructed using a single elastic yarn or fiber that is wrapped
onto a mandrel in a continuous manner.

3. The rubber belt as claimed in claim 1, wherein said at

least one layer of tightly packed elastic yarns or fibers is
constructed using a plurality of elastic yarns or fibers.
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4. The rubber belt as claimed in claim 1, wherein said
elastic yarns or fibers are treated with a tie coat or adhesion
promoter.

5. The rubber belt as claimed in claim 1, wherein said
elastic yarns or fibers are twisted monofilament yarns or
fibers.

6. The rubber belt as claimed in claim 1, wherein said
elastic yarns or fibers are formed of an elastic material.

7. The rubber belt as claimed in claim 6, wherein said
elastic material is selected from the group consisting of natu-
ral rubber, nitrile rubber, silicone rubber, and synthetic elastic
fibers.

8. The rubber belt as claimed in claim 1, wherein said at
least one layer of tightly packed elastic yarns or fibers is
adjacent to a bottom surface of the belt.

9. The rubber belt as claimed in claim 1, wherein said at
least one layer of tightly packed elastic yarns or fibers is
sandwiched between silicone rubber layers.

10. A method of manufacturing a rubber belt comprising
the steps of:

wrapping one or more tightly packed elastic yarns or fibers

provided by wrapping a single elastic yarn or fiber onto
a mandrel in a machine direction (MD), wherein said
elastic yarns or fibers have an elongation at a breaking
point between 40 and 400% of their original length, and
further wherein each of the plurality of tightly packed
elastic yarns or fibers are in contact with at least one
adjacent elastic yarn or fiber associated with the plural-
ity of tightly packed elastic yarns or fibers, and wherein
said one or more tightly packed elastic yarns or fibers
form a single layer on said mandrel;

adding a liquid high viscosity silicone rubber on top of said

single layer; and

heating said mandrel in order to polymerize said silicone

rubber,
wherein a width of said elongated rubber belt remains
substantially unchanged in a cross machine direction
(CD) when said belt is elongated in said machine direc-
tion from 50 to 70% of the belt’s original length, and

wherein a first side of the silicone rubber is in contact with
a textile being formed thereon, and a second side of the
silicone rubber, which is a side opposite to the first side
of the silicone rubber, is in contact with the plurality of
tightly packed elastic yarns or fibers extending in the
machine direction (MD).

11. The method as claimed in claim 10 further comprising
the step of treating said elastic yarns or fibers with a tie coat or
adhesion promoter.

12. The method as claimed in claim 10, wherein said elastic
yarns or fibers are twisted monofilament yarns or fibers.

13. The method as claimed in claim 10, wherein said elastic
yarns or fibers are formed of an elastic material.

14. The method as claimed in claim 13, wherein said elastic
material is selected from the group consisting of natural rub-
ber, and synthetic elastic fibers.

15. A method of manufacturing a rubber belt comprising
the steps of:

wrapping one or more tightly packed elastic yarns or fibers

provided by wrapping a single elastic yarn or fiber
around two substantially parallel rolls spaced a distance
apart from each other in a machine direction (MD),
wherein said one or more tightly packed elastic yarns or
fibers form a single layer on said two substantially par-
allel rolls, and wherein each of the plurality of tightly
packed elastic yarns or fibers are in contact with at least
one adjacent elastic yarn or fiber associated with the
plurality of tightly packed elastic yarns or fibers;
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adding a liquid high viscosity silicone rubber on top of said
single layer; and

heating said two substantially parallel rolls and said added
liquid silicone rubber in order to polymerize said sili-
cone rubber, and 5

wherein a first side of the silicone rubber is in contact with
a textile being formed thereon, and a second side of the
silicone rubber, which is a side opposite to the first side
of' the silicone rubber, is in contact with the plurality of
tightly packed elastic yarns or fibers extending in the 10
machine direction (MD).

16. The method as claimed in claim 15, wherein said elastic

yarns or fibers are formed of an elastic material.
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